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(57) ABSTRACT

The disclosure relates to a method for trimming unwanted
edges from a moving paper web. The disclosure also relates to
the trimming of unwanted edges while the web is traveling on
a structured papermaking fabric. The method uses a water
nozzle having a diameter of 0.02" or less. The method also
includes the removal of the unwanted edge trimmings to a
trim chute through the use of moving air, for example, an air
knife. The disclosure also relates to an edge trimming appa-
ratus.

7 Claims, 5 Drawing Sheets
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1
SHEET EDGE TRIMMING AND REMOVAL
FROM A STRUCTURED PAPER FABRIC

CROSS REFERENCE TO RELATED
APPLICATION

This application is a divisional application of U.S. patent
application Ser. No. 14/173,403, filed Feb. 5, 2014, which is
based upon U.S. Provisional Patent Application No. 61/789,
747, filed Mar. 15, 2013, both of which are incorporated
herein by reference in their entirety.

TECHNICAL FIELD

This disclosure relates to edge trimming equipment and
methods for trimming unwanted edges from a moving paper
web or board. This disclosure further relates to edge trimming
that is carried out on a structured papermaking fabric, for
example, a transfer fabric, a dryer fabric, or a roll. Still further,
this disclosure relates to edge trimming equipment and a
method for continuous trimming of a moving web in a paper
machine using a water jet which minimizes rewet. This dis-
closure also relates to an edge trimming system that includes
air separation of the unwanted trim from the remainder of the
web, allowing the trim to be captured and reused in the pro-
cess.

BACKGROUND OF THE INVENTION

In papermaking processes, water jets are commonly used
to cut through the traveling web. Water jets have been used in
leader-cutting, edge trimming, slicing, cross-cutting and tail-
cutting operations during the papermaking process. Low
pressure water jets have been used in the wet-end of the
process allowing the cutting of the web against the forming
wire. Low pressure cutting works in the wet-end of the paper-
making process because the consistency of the web is low in
the wet-end making it easier to cut. As the solids content, i.e.,
consistency of the web increases, it is necessary to use higher
pressure water jets to achieve appropriate cuts. [fthe pressure
is too low, the cut will end up ragged and irregular. Processes
for cutting the web in the dryer section, where the solids
content is necessarily higher, have been contemplated. How-
ever, the nozzle size has traditionally been large to assure an
adequately sized cut in the web. With these larger nozzles at
high pressures, cutting the web against a papermaking fabric
would damage the fabric, so most methods have used an
integral web support structure against which the web can be
cut. One method of the prior art has considered using high
pressure water jets for leader or tail cutting against parts of the
papermaking machine. This method was used only against a
cylinder, Vac-roll, paper guide roll or in free draw, not against
a structured fabric. Finally, water jets have heretofore been
paired with collection chutes in edge trimming operations to
remove the unwanted trim.

SUMMARY OF THE INVENTION

Processes and the apparatus of the present invention differ
from these prior processes in one or more of the following
respects. The process as disclosed herein uses anozzle having
adiameter of less than about 0.02." Such a nozzle provides for
precise cutting of the edge without the concomitant introduc-
tion of too much water into the web. Further, the small nozzle
does not cause a significant amount of fiber from the traveling
web to be embedded in the structured papermaking fabric
allowing the process to run more cleanly. Still further, this
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2

small nozzle allows the edge to be trimmed away against the
structured papermaking fabric without damaging the fabric.
The process includes the removal of the unwanted trim by an
air ejector proximate the cutting nozzle. Since the cut made
by this small nozzle is itself small, the cut can refuse, making
the unwanted edge impossible to remove, unless it is removed
by an air ejection system. Finally, the process of the invention
uses the air ejection system to move the trim to a trim con-
veyor for movement away from the papermaking machine.

More particularly, the edge trimming system of the present
invention allows for the regulation of sheet width over a range
of operating conditions on a paper machine that may cause
width variation. In one embodiment, the disclosure relates to
a method for trimming an unwanted edge from a moving
paper web by 1) making a trim cut in the paper web when it is
ona structured papermaking fabric in the drying section of the
paper machine; 2) removing the unwanted section of edge
trim from the fabric before the pressure roll; and 3) guiding
the excess trim to the Yankee pulper for reprocessing.

In another embodiment, this disclosure relates to an appa-
ratus for trimming an unwanted edge from a moving paper
web including a water nozzle for cutting the web; an air
ejection system for removing the unwanted trim from the
remainder of the web; and, a trim conveyor for guiding the
unwanted trim away from the papermaking machine.

BRIEF DESCRIPTION OF THE DRAWINGS

FIG. 1 is a schematic representation of the edge trimming
process as disclosed.

FIG. 2 is side plan view of a nozzle assembly as disclosed.

FIG. 3 is a top plan view of a three nozzle assembly.

FIG. 4 is a side plan view of a three nozzle assembly.

FIG. 5 is a schematic of one embodiment of the invention
using a single edge cut.

FIG. 6 is a schematic of one embodiment of the invention
using a double edge cut.

DESCRIPTION

The present disclosure describes a method and apparatus
for trimming the unwanted edge from a moving paper web
while that web is being carried through the drying section of
apaper machine on a structured drying fabric, e.g., a through
air drying (TAD) fabric, a transfer fabric, an after-dryer fab-
ric, or a belted roll winding fabric.

Asusedherein, the terms “trim” and “unwanted edge” both
refer to the section of the moving paper web that will be cut
away and will not form a part of the final paper roll. This
unwanted material is generally returned to the process for
repulping and reuse.

As used herein the term “web” and “sheet” are used inter-
changeably to refer to the moving paper that is produced
during the papermaking process.

As used herein the terms “apparatus,” “system” and
“assembly” are used interchangeably and refer to one or more
mechanical structure that performs the described function.

The paper web that may be trimmed using the method and
system of the present disclosure can have a sheet consistency
of anywhere between about 28% and about 90%.

The moving paper web may be produced by any art recog-
nized method that uses a structured papermaking fabric in its
drying section. The method for making the paper web may
include a Yankee dryer or it may not, for example, TAD. In
process using a Yankee dryer, the edge trim will generally
occur on the transfer fabric to the Yankee, before the pressure
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roll. In a TAD process, the edge will likely be trimmed on the
wire or on the dry-end of the paper machine.

The water nozzles used to produce the cuts in the paper web
are very small. Each water nozzle is typically less than about
0.02" in diameter, such as less than about 0.01" in diameter,
such as from about 0.005" to about 0.008" in diameter. The
water supplied by the nozzles may be at ambient temperature,
may be heated, or may be superheated. In one embodiment,
the water used with such small nozzles may be subject to strict
filtration requirements. In another embodiment, the water
used with such small nozzles may need to be softened. In yet
another embodiment, the water may be both softened and
filtered.

The nozzle can be angled within about 45° in the clockwise
or counterclockwise directions. In one embodiment, the
nozzle is angled up to about 10° in either direction. In another
embodiment, the nozzle is angled up to about 5° in either
direction.

The water is applied at a pressure of form about O psig to
about 1500 psig, such as from about 700 psig to about 1200
psig.

The nozzle assembly may include one or more shower
assemblies. In one embodiment, the nozzle assembly
includes 4 shower assemblies. In another embodiment the
nozzle assembly includes 3 shower assemblies. In still
another embodiment, the nozzle assembly includes 2 shower
assemblies. According to one embodiment, the shower
assemblies include an inline pressure gauge positioned before
the nozzle. In one embodiment, the nozzle assembly includes
one or more flow/pressure control valves allowing for pres-
sure control at each nozzle. In another embodiment, the
nozzle assembly includes one or more ruby nozzles with an
orifice of less than about 0.02". In another embodiment, the
shower assembly further includes an inline strainer capable of
filtering contaminants as small as about 3 microns. In another
embodiment, the shower assembly includes an adjustment
and lockdown mechanism allowing for quick adjustment for
cross-machine direction positioning and alteration of the
nozzle angle. According to another embodiment, the shower
assemblies may include a quick disconnect allowing for rapid
changing of nozzles. According to another embodiment each
nozzle may be adjusted independently. In one embodiment
the nozzles may each be adjusted in a 360° rotation. Accord-
ing to one embodiment, the nozzles are oriented toward the
outside of the web in the cross direction. In another embodi-
ment, the nozzles may be oriented against the run in the
machine direction at an angle between about 5° and about
15°. In another embodiment the entire nozzle block may be
moved together.

The distance between the nozzle and the moving paper web
is about 6 inches or less, preferably about 4" or less. The upper
limit for moving the nozzle away from the paper web is when
the water jet breaks up and is no longer effective.

In one embodiment, the nozzle assembly includes at least
two shower assemblies that are offset from one another in the
machine direction. The arrangement allows the nozzles to
make two cuts which can define a smaller unwanted trim
portion. This smaller unwanted trim is generally located
between the moving web and the remaining unwanted trim. In
this embodiment, the smaller unwanted trim portion can be
removed proximate the web cutting while the remaining
unwanted trim can continue in the process to be removed
later, for example from the Yankee dryer. This embodiment
will be discussed below in reference to FIG. 6.

Following the cutting of the web the unwanted trim is
removed from the structured papermaking fabric. Any art
recognized method for removal can be used. In one embodi-
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ment, the removal is done by an air ejection system proximal
the cut between about 2" and about 4". In one embodiment,
the air ejection system and the cutting nozzle are carried on a
master assembly to maintain their relative position despite
repositioning the cutting nozzles. Air ejection systems that
can be used in the present disclosure include air knives and
blow-off pipes. In one embodiment, the air ejection system is
on the opposite side of the structured paper fabric from the
cutting nozzle. The rate of re-fusion of the cut web will
depend to some extent upon the weight of the paper web, and
the amount of residual water in the paper web at the time of
cutting. The skilled artisan, based upon the paper to be cut,
can determine an appropriate proximity for the air ejection
system.

The pressure of the air is between about 0 psig and about 80
psig, such as between about 20 psig and about 70 psig. The air
pressure is adjusted in response to the behavior and direction
of the unwanted piece of trim.

The air ejection system can be angled within about 25° in
the clockwise or counterclockwise directions. In one embodi-
ment, the air ejection system is angled up to about 10° in
either direction. In another embodiment, the air ejection sys-
tem is angled up to about 5° in either direction.

The unwanted trim is blown by the air ejection system into
a collection apparatus. In one embodiment, the air ejection
system is positioned even with the start of the collection
apparatus. Any art recognized collection apparatus or trim
chute may be used in the present invention. In one embodi-
ment, the collection apparatus is less than about 6" from the
structured papermaking fabric, such as less than about 5".

According to one embodiment, the unwanted trim is col-
lected in a trim chute that has been equipped with an air
shower to assist in moving the unwanted material down the
chute. According to another embodiment, the chute further
includes water showers that also assist the movement of the
unwanted trim through the system and preferably to a
repulper. According to another embodiment, the chute further
uses vacuum. According to one embodiment, the vacuum in
the chute is drawn by the compressed air that is driven through
the chute. According to another embodiment, the vacuum is
applied via a vacuum source. The method and the apparatus
will not be described more fully in view of the figures, which
are exemplary only.

The method and apparatus for trimming an unwanted edge
from a traveling paper web is schematically represented in
FIG.1. A paper web 10 is carried on a structured papermaking
transfer fabric 20 toward a Yankee dryer 30. One or more
unwanted edges are cut via nozzle 40. An air ejection system
50 blows the unwanted trimmed edge to the trim chute 60.
The unwanted trim is carried along the chute by air showers
70 and water showers 80. The chute carries the unwanted trim
to the pulper 110. The chute may be adjusted horizontally via
the bar 100. The chute may be adjusted in the machine direc-
tion via the slotted brackets 90.

According to one embodiment a nozzle assembly 40 of
FIG. 2 of the invention is attached to a papermaking machine
240 via sub-plate 200. The paper web 10 traveling in the
machine direction passes under the nozzle assembly 40 con-
tacting the water stream 230 which is generated by nozzle
220. The water stream 230 cuts the paper web 10 allowing an
unwanted edge to be removed by an air ejection system 50,
not shown. The nozzle 220 is fed via pipe 210 which contains
fluid under pressure. The pressurized fluid is supplied through
ball valve 120 and is filtered via filter 150 before being regu-
lated via pressure gauge 170. Should the nozzle 220 need to
be repaired or cleaned, quick-connect 140 may be released.
The placement of the nozzle 220 relative to the moving paper
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web 10 may be adjusted by crank 180 or by micro adjuster
190 to adjust the placement of the corresponding cut.

A multi-nozzle assembly 40 having three nozzles can be
seen in FIGS. 3 and 4. As with the single nozzle assembly
each nozzle includes a shower assembly as seen in FIGS. 2
and 4. The placement of the three nozzles can be adjusted
independently. As can be seen in FIG. 4, the shower assembly
may include a conduit 130 between the ball valve 120 and the
quick-connect 140. The conduit may be any art recognized
material. In one embodiment, the conduit is a flexible mate-
rial. Also seen in FIG. 4 is a needle value 160 for adjusting the
pressure in the line.

As used herein, “about” is meant to account for variations
due to experimental error. All measurements are understood
to be modified by the word “about”, whether or not “about” is
explicitly recited, unless specifically stated otherwise. Thus,
for example, the statement “a nozzle of less than 0.02 inches”
is understood to mean “a nozzle of less than about 0.02
inches”

The details of one or more non-limiting embodiments of
the invention are set forth in the examples below. Other
embodiments of the invention should be apparent to those of
ordinary skill in the art after consideration of the present
disclosure.

EXAMPLES
Example 1

A moving paper web, traveling in the machine direction of
apaper machine and riding on a transfer fabric, was subjected
to edge trimming according to the invention. The moving
paper web was passed beneath a shower assembly have a
single nozzle of 0.008" in diameter. In one case, the work was
done on a multi-nozzle assembly using a single nozzle. In a
second case, the work was done on a multi-nozzle assembly
using multiple nozzles. The water issuing from the nozzle cut
the paper web at a position between an unwanted edge portion
and a sheet portion. The water was 120° F. and each nozzle
was 700 psig.

The unwanted edge portion was removed from the transfer
fabric surface by an air knife that was located 2" forward of
the cutting position. This is schematically represented in F1G.
5. The web 10 moving in the machine direction was cut by the
water jet to leave an unwanted edge portion 250. The
unwanted edge portion 250 was removed by a blow pipe (not
shown).

Example 2

A moving paper web, traveling in the machine direction of
apaper machine and riding on a transfer fabric, was subjected
to edge trimming according to the invention. The moving
paper web was passed beneath a shower assembly have mul-
tiple nozzles of 0.008" in diameter and offset from one
another in the cross machine direction. The water issuing
from the nozzles made two cuts in the paper web at a position

10

15

20

25

30

35

40

45

50

55

6

between an unwanted edge portion and a sheet portion. The
water was 120° F. and each nozzle was 700 psig. Only
unwanted edge portion sandwiched between the sheet and the
remaining trim was removed from the transfer fabric surface
by a blow pipe that was located 2" forward of the cutting
position. This is schematically represented in FIG. 6. The web
10 moving in the machine direction was cut twice by the water
jets to leave an unwanted edge portion 250 and an interme-
diate portion 260. Only intermediate portion 260 was
removed by a blow pipe (not shown). Remaining edge portion
250 was carried along on the structured transfer fabric with
web 10 and was removed at the Yankee dryer and returned to
the process for repulping and reuse.

A number of embodiments have been described. Neverthe-
less, it will be understood that various modifications may be
made without departing from the spirit and scope of the
disclosure. Accordingly, other embodiments are within the
scope of the following claims.

We claim:

1. A method for trimming an unwanted edge from a moving
paper web comprising:

providing the moving paper web in contact with a struc-
tured papermaking fabric;

cutting the unwanted edge from the web when it is on the
structured papermaking fabric with one or more water
nozzles; and

removing the unwanted edge by blowing the unwanted
edge material from the structured papermaking fabric
using air from an air ejection system.

2. The method of claim 1, wherein the water nozzle is less

than about 0.02" in diameter.

3. A method for trimming an unwanted edge from a moving
paper web comprising:

providing the moving paper web in contact with a struc-
tured papermaking fabric; and

cutting the unwanted edge from the web when it is on the
structured papermaking fabric with one or more water
nozzles;

wherein the water nozzle is less than about 0.02" in diam-
eter.

4. The method of claim 3, wherein the unwanted edge is

removed using an air ejection system.

5. The method of claim 3, wherein the structured paper-
making fabric is a transfer fabric.

6. The method of claim 3, wherein the unwanted edge is
collected in a trim chute.

7. A method for trimming an unwanted edge from a moving
paper web comprising:

1) making a trim cut in the paper web when it is on a
structured papermaking fabric in the drying section of
the paper machine with one or more water nozzles;

2) removing the unwanted section of edge trim from the
fabric before the pressure roll using air from an air
gjection system; and

3) guiding the excess trim to a Yankee pulper for reprocess-
ing.
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